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NOTES:

1. WHEN MACHINING VACUUM PARTS, USE OF SILICONE,
SULPHUR-BASED CUTTING FLUIDS AND ABRASIVES IS
PROHIBITED. USE TRIM SOL OR APPROVED EQUAL LUBRICANT. H

2. FOR COMPLETE SPECIFICATIONS ON MACHINING, CLEANING, VACUUM
REQUIREMENTS, TESTING AND DELIVERY PREPARATION, SEE
ANL DOCUMENT #410201-00095.

3. FOR COMPLETE WELDING SPECIFICATIONS, SEE
ANL DOCUMENT #AMS 26ASC.

4. FOR COMPLETE BRAZING SPECIFICATIONS, SEE
ANL DOCUMENT #AMS 2664E.

5. DIMENSIONS IN BRACKETS [ ] ARE MILLIMETERS,

6. .5 ANGLE AND SURFACE "B" MUST BE MACHINED
WITH THE SAME SETUP.
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